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^inftndine iif«» to the Claims? 

This listing of claims wiU replace all prior versions, and listings, of claims in the appHcation: 

T fSTING OF CLAIMS; 

1. (cun«nlly amended) A rotary cutting tool and associated set of cutting inserts, 

which in combination eliminate overlap marks fiom a work piece which has been machined 
by the rotary cutting tool and the associated set of cutting mserts, comprising: 

arotary cutting tool including abody having a rotational axis. andaphiiaUty of 
pockets each febricated to a predetermined dimensional tolerance, wherein each pocket is 
configured to receive at least one cutting insert; and 

a plundity of cutting inserts each one of which is configured and dimensioned to be 
received within and secured to »na of the ooekBts [the pocket], wherein 

at least two of the pockets are arranged sudi that the insert instaU«^ 

least two of the pockets generates overtopping cutting contact made with a work piece 
reUrtive to cutting contact made with the work piece by a second nu«l instaUed in «^ 

at least two of the pockets when the rotary culling tool is rotated and brought to bear lateraUy 

against the wofk piece, 

each cutting insert has a first end, a second end, at least one cutting edge spamiing the 

first end and the second end. a first comer formed at the juncture of the cutting edge and the 
. ^^^^1 ^ ti«t c^«r i« vim-blf. when said iff viewed in V\m and a second 

comer formed at the juncture of the cutting edge and the second en4jsML^djffifiBd 
virible wi.^ A imert is viewed in Plan, wherein the cutting edge has a first 

tapered section, and a second tapered section extending fiom the first comer part way to the 

second comer, and 

the taper of the first tapered section and the second tapered section of every insert is 
of a magnitude and a configuration which assures that depth of cutting of the work piece 
performed by any one of the first tapered section and the second tapered section will never 
exceed the predetamined dunensional tolerance in magnitude when die rotary cutting tool is 
rotated and brought to bear laterally against die work piece. 
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Whereby overiapping cutting contact of the inserts combine to elinifaate both inwardly 
prqjectiQg lap marks and outwarfly piojecting lap maiks which could otherwise be fonned in 
the course of machining the work piece. 

2. (canceled) 

3. (original) The lotaiy cutting tool and associated set ofcutting inserts according to 
daim 1 . wherein the pockets are arranged such that cutting contact made with the work piece 
by one insert overlaps cutting contact made wiiJi the work piece by a subsequently passing 
insert by more than half of the length of the cutting edge of at least one of the insert and the 
subsequently passing insert 

4. (original) The rotary cutting tool and associated set ofcutting inserts according to 
daim 1 , wherein cutting contact with a work piece on one insert intersects cutting contact 
with the work piece by a subsequenUy passing insert at the intersection of a first tapered 
section of the insert with a second tapered section of ihe subsequenUy passing insert when the 
lOtaiy cutting tool is rotated and brought to bear laterally against the work piece. 

5. (original) The rotary cutting tool and associated set ofcutting inserts according to 
claim 1, wherein tapered configuration of the first tapered section and of the second section 
of each insert comprises a convex curved configuraticm. 

6. (original) The rotary cutting tool and associated set ofcutting inserts according to 
claim 5, wherdn the convex curved configuration is that of a constant radius curve. 

7. (original) The rotary cutting tool and associated set of cutting inserts according to 
claim 1, wherein the pockets are arranged to seat a plurality of series of axially and 
circuniferentiaUy displaced, generally paralld installed inserts, wherem adjacent axiaUy and 
circumferentially displaced inserts of each series overiap one another sUghtly along their 
r6q>ective lengths. 

8. (original) The rotary cutting tool and associated set ofcutting inserts according to 
daim 1, wherein the body of each insert is substantially a parallelepiped when viewed in side 
elevaticm. 
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9. (original) TheiotaryciittiDgtiwlaiidassodatedsetofcuttingiiisertsa^ 
claim 1. wherein the pockets are helicaUy airayetl along the length of the body. 

10. (original) The rotary cutting tool and associated set of cutting inserts according 
to claim 1 , wherein the body of the rotary cutting tool includes a pluraUty of helical flutes, 
wherein the pock^ are disposed within the helical flutes. 

11. (cunently amended) A method of arranging a rotary cutting tool and associated 
set of cutting inserts to eliminate overiap maiks in machined work pieces, comprising the 
steps of: 

providing a rotary cutting tool having pockets each disposed to receive at least one 

insert; 

arraying the pockets in overlapping ftshion such that an insert installed in one of the 
pockets generates overlapping cutting contact made with the work piece by a subsequently 
passing insert when the rotary cutting tool is rotated and brought to bear laterally against the 
woric piece; 

limiting a runout tolerance dimension of each gagof <he pedEet bq^£^ to a 
predetermined magnitude exceeding that of the manufiicturing tolerance of the pocket; 

configuring each insert to have a tapered lateral cutting edge having a eQm«ff ^ach 
end thereof. whi>1i «"men. are vi«ihte when the insert is viewed m plan, such that no part of 
the insert projects radially outwardly fitwn the rotary cutting tool when the insert is instaUed 
in a pocket by a dimension of magnitude greater than of the runout tolerance of each pocket. 

12. (currenUy amended) The method according to claim 1 1, comprising the ftarther 
st^ of rotating the rotary cutting tool and bringing the rotary cutting tool to bear laterally 
against a work piece until each cut made by ffi a^ insert has been subjected to a subsequent 
overlapping cut made by anottier insert 

13. (cuirenUy amended) The method according to claim 1 1, comprising the fiirther 
step of forming at least two helical flutes in the rotary cutting tool and locating the pockets 
along each on e of the at least two helical flutes. 
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14. (cvnrentty amended) The meUiod acoorfing to claim 13. compriaii« the fiirflier 
step oflocatinB at least some of the pockets along any one of the heUcal flutes such that the 
end of one peefcetinssl overlaps the end of an adjacent peeket insert , ^erff Seated 
flt either side » mttinp ffl^pje of an inaat. 

15. (original) The method according to claim 1, comprising the fiiither step of 
locating at least some of the pockets such that at least one pocket slightty overlaps an 
adjacent, axially displaced pocket 

16. (original) The method according to claim 1 1. comprising the fortber step of 
locating at least some subsequently passing pockets which are non-adjacent to one another 
such that each pocket is overlapped by at least half the length of an insert by a subsequently 
passing pocket 
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